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Dear Antony: 

Further to my telefax dated November 19,1993, and our telecon on November 
22, we provide the following additional information. 

With regard to the data table sent November 19, entitled "NETEXP. XLS", such 
was obtained with a bright and burley blend at a ratio of approximately 4 to 1. The 
tobacco was cut at the OV indicated in the table. Carbon dioxide gas was introduced 
into a vessel from its bottom, and pressure was increased to about 230 to 250 psig, at 
which pressure, flow-through cooling was executed until the top portion of the bed 
achieved approximately 2°F. At that point, flow-through cooling was terminated and 
pressure was increased to 700-800 psig. Within one minute of achieving maximum 
pressure, the vessel was depressurized by releasing gas from both the top and the 
bottom of the vessel. 

Although the relationship is not readily apparent from the new additional data, 
the inventors report the observation that the higher OV (21%) tobacco evidenced 
rapid loss of carbon dioxide. They conclude that the 21% OV tobacco would need to be 
cooled after impregnation to achieve sufficient stability for operational purposes. 

Inventors report that 1% carbon dioxide retention is sufficient for SCI 
operations. 


Solirce: https://www.industrydocuments.ucsf.ediPdocs/xkpj0000 


20285897S4 



V 


* r 1 

Arttony Smith, M.A. 

Reddie & Grose 
Page 2 

November 24,1993 


Regarding the recitation of a minimum packing density in claim 1, the inventors 
are comfortable with reciting 10 and could live with 11. I prefer 10. I propose that we 
also have a recitation of several ranges of packing density in dependent claims. For 
your information, they are most interested in the following ranges: 15-16 OV and 13 
to 15 packing density. A higher OV creates a risk of dumping and the higher packing 
densities creates a risk of mechanical breakage of the tobacco during compaction. 
Perhaps we could redte in dependent daims ranges of packing density of 10 to 20, 
more preferably 12 to 16 and most preferably 13 to 15 in dependent daims. 

In further regard to packing density and OV, in a two-foot high vessel (i.e., a 
small vessel) the bulk density of tobacco as it is loaded into the vessel will depend upon 
the OV of the tobacco and the manner in which the tobacco was prepared prior to 
loading. For example, if the tobacco had been subject to drying in a rotating cylinder 
to an OV of 15%, the tobacco is relatively fluffed and at approximately 5 pounds per 
cubic foot. The same type of tobacco left at a 21% OV might have a bulk density of 6 to 
7 pounds per cubic foot. If the tobacco were pretreated differently, for instance, if it 
were cut, its bulk density might be higher because the cutting operation has the effect 
of compressing the tobacco. Before cutting, tobacco is often elevated to 21% OV or so 
and heated to facilitate the cutting action. At the exit of the cutter, the tobacco may 
have been compressed to a bulk density of 15 pounds per cubic foot or more. The 
elevated temperature of the tobacco quite rapidly flashes off, so conceivably one 
could direct this cut tobacco into an SCI system wherein a cutter instead of a 
piston/cylinder arrangement executes the packing step. Piease consider whether we 
need to add language or broaden some part of the disdosure to capture this 
possibility. I beheve we cover it. 

Some additional suggested changes from Dr. Cho (in reference to the U.S. 
application as filed): 

at page 19, line 35, before "12% OV" insert -- low density--. 

at page 27, line 12, replace "16" with - 20 and line 13, after "15" insert 
— to 16 —(compare however the above-noted preferred ranges of packing densities); 

Mr. José Nepomuceno reports that an error may have occurred at page 28 of 
the U.S. application, lines 3,5,7 and 12, wherein the recitation of "5" should be 
replaced with — 40 —. With that correction, the bulk densities redted in the lower half 
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of page 27 become more understandable. The test data and Mr. Fistler's recollection 
is that the OV at page 27, line 23 should be "25", not "20.5". 

At page 48 of the U.S. application, Dr. Cho volunteered the following: 

A discharge piston assembly 3 removes impregnated tobacco from the sleeve 7' 
to the hopper assembly 17 after the impregnated tobacco is cleared from the 
sleeve 7', the discharge piston assembly is retracked back toward its starting 
position. When the tumtable rotates 120°, the empty sleeve 7' in the tube 7 is 
rotated into the feed station to receive a new charge of tobacco. Tobacco feed, 
tobacco packing and impregnated tobacco discharge to the hopper are 
conducted during impregnation process. (Dr. Cho feels that this description 
was simply left out, the discharging of tobacco into the hopper and recharging.) 

I am not sure whether the above excerpt is already covered. 

We need to check the application to see if it States something to the effect that 
although the preferred embodiment shows a rotary turret, the operative stations of 
the device could be arranged in a linear fashion or other arrangement as would be 
apparent to one of ordinary skili in the art. 

We also include a chart entitled "CAPTPC.XLS Chart 4." The indicated data 
points are from analytical modeling wherein the flow through cooling was set at 
approximately 250 psig and the maximum (soaking) pressure was set at 
approximately 800 psig. The chart shows that there is less than a one to one 
relationship between tobacco density and throughput, primarily because changes in 
tobacco density and therefore total mass for a given container will result in certain 
steps taking longer or shorter to execute, which have their own effects on the final 
throughput values. Chart 4 also shows that the new processes (which combines 
condensation and packing) enhances throughput as one increases in packing density 
even into regions where the old process (with no condensation nor packing) would 
tend to fail. 

Piease do not hesitate to call to discuss any aspect of this information. If it 
would be helpful, piease do not hesitate to call Dee to have her put you in contact with 
any of the inventors if that would fadlitate matters. 
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Thank you for your attention to this matter. 

Very truly yours, 

Ou.o->JiuO ^isiSrusi - 

Charles E. B. Glenn 

/drs 
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